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(57)Abstract: 

PROBLEM TO BE SOLVED: To provide a heat-insulating container and 
a manufacturing method therefor with which heat insulating properties 
can be secured while reducing a weight and a cost. 
SOLUTION: The heat-insulating container comprises a thin cup-formed 
container body opening upward made of a synthetic resin, and a tubular 
outer cover put on the outside of the body. The outer cover is molded 
by heat- shrinking a heat-shrinkable sheet having a foamed layer before 
mounting on the container body. In addition, a curl is formed at an upper 
end of the outer cover. 
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* NOTICES * 

JPO and NCIPI are not responsible for any 
damages caused by the use of this translation. 

LThis document has been translated by computer. So the translation may not reflect the original precisely. 
2-**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] It is the heat insulation container which is a heat insulation container with which covering is put on the 
outside of the body of a container of the shape of a light-gage cup which consists of synthetic resin which 
carried out opening to the upper part outside tubed, and is characterized by to carry out the heat shrink of the 
outside covering before wearing on the body of a container, to fabricate the heat shrink nature sheet which has 
a foaming layer, and to form the curl section in the upper limit section of covering this outside. 
[Claim 2] The body of a container is a heat insulation container according to claim 1 which has the fitting section 
into which the curl section of outside covering fits. 

[Claim 3] The heat insulation container according to claim 2 which the lid has pasted up on the top face of this 
flange with heat sealing while the curl section fits into said fitting section which the flange protruded on the 
upper limit section of the body of a container towards the outside, and was prepared in the lower part of this 
flange from the bottom. 

[Claim 4] The body of a container is a heat insulation container given in claim 1 thru/or any of 3 they are. 
[ which is formed of sheet forming ] 

[Claim 5] A heat insulation container given in claim 1 thru/or any of 4 they are. [ in which the drum section of 
the body of a container or outside covering is formed in the shape of a horizontal cross-sectionahview wave ] 
[Claim 6] The process of the heat insulation container characterized by putting outside covering which was 
made to carry out the heat shrink of the heat shrink nature sheet beforehand, and fabricated it on the body of a 
container on which it is the process of a heat insulation container according to claim 3, and the lid was pasted 
up with heat sealing, and making the fitting section of the body of a container carry out fitting of the cur) section 
of outside covering to it. 



[Translation done.] 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Field of the Invention] This invention relates to the heat insulation container suitable for holding the food 
heated and eaten with dried foods and microwave ovens, such as instant noodles which pour out and eat boiling 
water, concerning the heat insulation container and process of the dual structure equipped with covering outside 
tubed! or holding the thing of the low temperature of hot things, such as soup and coffee, a frozen goods, a 
refrigeration article, etc., etc., and its process. 
[0002] 

[Description of the Prior Art] Conventionally, as for containers, such as food heated with instant food and 
microwave ovens, such as instant noodles (desiccation side), and hot coffee or a very cold drink, the device of 
heat insulation is given to the container itself in consideration of risk, the ease of having, etc. of a burn. 
[0003] As this heat insulation container, recently, foaming resin and a form polystyrene sheet are replaced with 
what carried out sheet forming, and the container formed with injection molding made from polypropylene is also 
being used. For example, there are some which carried out sheathing of the tubed label which becomes the drum 
section of the body of a container which has many ribs in the shape of a radiation from a heat shrink nature film, 
and since the body of a container with a rib will be grasped through a tubed label in this case, adiabatic 
efficiency is acquired. However, when to attain further lightweight-izing and low costHzation is desired, therefore 
a rib is lost, for example and the body of a container is further used as thin meat, there is a problem that 
adiabatic efficiency falls. Then, it is possible to replace with the tubed label which consists of a heat shrink 
nature film, and to raise adiathermic using covering outside tubed [ which consists of a heat shrink nature sheet 
equipped with the foaming layer ]. 
[0004] 

[Problem(s) to be Solved by the Invention] However, after putting the heat shrink nature sheet which has a 
foaming layer on the body of a container, when it carries out the heat shrink of this sheet and the body of a 
container is made to carry out adhesion immobilization with heating, the body of a container carries out 
deformation etc. by the heat shrink of a sheet, and there is a problem that good appearance appearance is not 
acquired. Moreover, if the body of a container is made heavy-gage in order to secure the reinforcement and 
thermal resistance which can bear the shrinkage force at the time of carrying out a heat shrink, lightweight-izing 
and low costHzation cannot be attained. 

[0005] Furthermore, while adiathermic improves by using covering outside tubed [ which consists of a sheet 
which replaces with the tubed label which consists of a heat shrink nature film, and has a foaming layer ], the 
reinforcement of the container itself is also that a certain extent can be secured, but since the reinforcement of 
the body of a container falls greatly by the thinning more than before, the device of the further reservation on 
the strength is required. 

[0006] Then, this invention is made in view of the above-mentioned conventional trouble, and makes it a 
technical problem to offer the heat insulation container which can aim at coexistence of adiathermic reservation 
and the formation of lightweight low cost, and its process. 
[0007] 

[Means for Solving the Problem] The heat insulation container which this invention is made that the above- 
mentioned technical problem should be solved, and is applied to this invention It is the heat insulation container 
with which covering is put on the outside of the body of a container of the shape of a light-gage cup which 
consists of synthetic resin which carried out opening to the upper part outside tubed. Outside covering It is 
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characterized by carrying out the heat shrink of the heat shrink nature sheet which has a foaming layer, before 
wearing on the body of a container, fabricating it, and forming the curl section in the upper limit section of 
covering this outside. In addition, the monolayer or the multilayer thing which the whole sheet becomes from a 
foaming layer in addition to the multilayer thing by which the laminating of a foaming layer and the non-foaming 
layer was carried out for "having a foaming layer" is included. 

[0008] If it is in this configuration, since outside covering which was made to carry out the heat shrink of the 
heat shrink nature sheet beforehand, and fabricated it is put on the body of a container, when carrying out a 
heat shrink after putting outside covering on the body of a container like the conventional configuration, the 
effect of the heat and shrinkage force which join the body of a container is avoided beforehand. Moreover, it 
produces the operation with which itself reinforces the body of a container while it produces a heat insulation 
operation, since outside covering consists of heat shrink nature sheets which have a foaming layer. Since the 
curl section is especially formed in the upper limit section of outside covering, the shape-retaining operation 
over opening of the body of a container by outside covering is reinforced by improvement in cross-section 
y"q I p|"f"o \"c © m © n t 

[0009] As for especially the body of a container, it is desirable to have the fitting section into which the curl 
section of outside covering fits. Since outside covering is fixed to the body of a container by fitting in the strong 
large curl section, a fitting condition is maintained certainly. 

[0010] Moreover, while the curl section fits into said fitting section which the flange protruded on the upper limit 
section of the body of a container towards the outside, and was prepared in the lower part of this flange from 
the bottom, it is desirable that the lid has pasted the top face of this flange with heat sealing. In order that the 
curl section may fit into the fitting section of the lower part of a flange from the bottom, the curl section hides 
by the flange and it becomes a good appearance. Moreover, it becomes easy to manufacture, while adhesion of a 
lid is certainly attained [ easy and ] with heat sealing on the top face of a flange, and it serves as low cost. 
[001 1] Furthermore, as for the body of a container, being formed of sheet forming is desirable. Although it is also 
possible to form the body of a container with injection molding, the thinning of the body of a container becomes 
easy by forming by sheet forming. Moreover, it becomes possible to use the sheet plastic which has gas barrier 
property, and gas barrier property can be easily given to the body of a container by it. Moreover, with the 
configuration which forms the fitting section, the fitting section can be easily formed in the flange of the body of 
a container as compared with injection molding. 

[0012] Moreover, reinforcement can be raised, while it is desirable, and that the drum section of the body of a 
container or outside covering is formed in the shape of a horizontal cross-sectional-view wave uses the body of 
a container, and outside covering as thin meat and it attains lightweight-ization. 

[001 3] Moreover, the process of the heat insulation container concerning this invention is characterized by 
putting outside covering which was made to carry out the heat shrink of the heat shrink nature sheet 
beforehand, and fabricated it on the body of a container on which the lid was pasted up with heat sealing, and 
making the fitting section of the body of a container carry out fitting of the curl section of outside covering to it. 

[0014] Since it is not crushed by the thrust at the time of the curl section of outside covering being heat sealing 
since in the case of this process the lid is pasted up on the body of a container with heat sealing before putting 
outside covering on the body of a container and the curl configuration of the curl section is maintained, the 
reinforcement effectiveness by it is secured. 
[001 5] 

[Embodiment of the Invention] The heat insulation container equipped with covering 3 is explained outside the 
shape of a cylinder put on the outside of the body 1 of a container of the shape of a light-gage cup which 
carried out opening to the upper part, the lid 2 which blockades opening of this body 1 of a container, and the 
body 1 of a container, taking drawing 1 thru/or drawing 3 into consideration about 1 operation gestalt of the heat 
insulation container concerning this invention hereafter. However, it is within the limits to which this invention 
means what does not have a lid 2. 

[0016] abbreviation formed in the drum section 4 of the shape of a cylinder which expands the diameter of said 
body 1 of a container in the shape of an abbreviation taper towards the upper part, and the lower limit section of 
this drum section 4 in one — it has the flat pars basilaris ossis occipitalis 5 and the annular flange 6 which 
covered the upper limit section of a drum section 4 at the perimeter, and protruded outside. 
[001 7] One step 7 is formed in the halfway part of the vertical direction, and it is formed in the drum section 4 
so that the upper part side may become a major diameter and the lower part side may become a minor diameter 
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through a step 7. In addition, the step 7 of this operation gestait serves as a mark at the time of filling a 
container with water or a molten bath, and is also called an entering eye line. The level differences in a step 7 
are 0.5 thru/or about 1mm. Since it is the smooth thing in which the inner skin of the cylinder-like outside 
covering 3 does not have a step to it, in the field by the side of a lower part, the predetermined clearance G is 
formed between a drum section 4 and the inner skin of the outside covering 3 rather than a step 7. This is 
because the body 1 of a container is equipped with the so-called outside covering 3 which was made into the 
configuration which carried out the heat shrink beforehand and suited the configuration of the body 1 of a 
container and by which preforming was carried out before the body 1 of a container is equipped. In addition, in 
this operation gestait, Clearance G is turned caudad and is becoming narrow gradually. 
[0018] Moreover, the flange 6 of the body 1 of a container consists of skirt-board section 6b which turned 
caudad and was installed from the upper limit section of a drum section 4 from the periphery edge of flat part 6a 
installed in the abbreviation horizontal, and this flat part 6a, and is formed in cross-sectional-view abbreviation 
inverse L-shaped as a whole. That is, the below-mentioned curl section 9 gets into the fitting crevice 8 (fitting 
section) which consists of an annular slot which the annular slot which carried out opening caudad was formed 
between skirt-board section 6b and a drum section 4, therefore was formed from a drum section 4, flat part 6a, 
and skirt-board section 6b from the bottom. 

[0019] In addition, although the shape of a cross-sectional-view straight line, cross-sectional-view circular **, 
and various configurations can be used for skirt-board section 6b, like drawing 1 , it is desirable to protrude the 
projection 10 for a stop on the inner skin of skirt-board section 6b, and it becomes much more trustworthy [ the 
fitting condition of the curl section 9 and the fitting crevice 8 ] by this projection 10 for a stop. 
[0020] In addition, the drum section 4 is thin meat-like, the thickness of a drum section 4 is 0.3 thru/or 1mm, 
and especially the body 1 of a container has 0.3 thru/or especially 0.5mm desirable [ thickness ] in respect of 
low-cost[ lightweight-izing and ]-izing. 

[0021] Moreover, although the body 1 of a container can also be formed with injection molding, it is formed of 
sheet forming from the sheet plastic in this operation gestait It becomes easy [ also forming in a flange 6 the 
projection 10 for a stop which was mentioned above ] for the top where it is easy to make it thin meat as 
compared with injection molding by forming by sheet forming. Here, as a sheet plastic, the hard multilayer sheet 
which has gas barrier nature can be used, for example. Thus, according to sheet forming, it also becomes easy to 
give gas barrier nature to the body 1 of a container. In addition, it is desirable that the side which serves as an 
inside of the body 1 of a container at least consists of the quality of the materials in which a lid 2 and heat 
sealing are possible so that a lid 2 can be pasted up with heat sealing. 

[0022] The multilayer sheet which consists of the outer layer and inner layer which consist of a polypropylene 
regin, and an interlayer who has gas barrier nature, and who consists of EVOH (ethylene-vinylalcohol copolymer), 
for example as an example of a sheet plastic can be used. With a sheet with an overall thickness of 0.6mm, the 
thing whose interlayer is an outer layer and whose inner layer is about 0.06mm in about 0.27mm respectively is 
[ in / this configuration ] suitable. Moreover, as a sealant layer of a lid 2, easy PIRU sealants, such as what 
mixed polyethylene, a polypropylene regin, or them, can be used. 

[0023] Next, said lid 2 is the so-called seal lid which consists of a laminate material which carried out the 
laminating of the sealant layer, and is pasted up on inferior surfaces of tongue, such as aluminum foil, and a 
synthetic-resin film, paper, possible [ exfoliation ] with heat sealing on the top face of the flange 6 of the body 1 
of a container. In addition, sign 2a in drawing 1 is the knob section for opening. 

[0024] Before wearing on the body 1 of a container, after said outside covering 3 is fabricated so that the 
appearance configuration of the body 1 of a container may be suited beforehand and fabricated such, it is put on 
the body 1 of a container. The drum section 4 of the body 1 of a container is continued and covered for the 
overall length from the upper limit to the lower limit, and the curl section 9 which curled towards the outside is 
formed in the detail at the upper limit section. This curl section 9 is made into the condition of a 1.5 abbreviation 
volume with this operation gestait. Although the number of turns of the curl section 9 has 1 thru/or 3 desirable 
times, you may be 1 or less time and 3 times or more. And when this curl section 9 inserts the outside covering 
3 in the fitting crevice 8 of the body 1 of a container from the bottom, it is fixed to the body 1 of a container, 
and that omission omission is prevented. In addition, the lower flange section 1 1 of the shape of a ring which 
bent at an abbreviation horizontal toward the inside so that the perimeter might be covered and the periphery 
section predetermined field of the pars basilaris ossis occipitalis 5 of the body 1 of a container might be covered 
is formed in the lower limit section of the outside covering 3. 

[0025] This outside covering 3 consists of heat shrink nature sheets which have the foaming layer in which 
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printing of an alphabetic character, a pattern, etc. was performed to the field used as an outside, for example, 
the foaming resin sheet which has heat shrink nature in an one direction (hoop direction). It is the sheet which 
has a non-foaming resin layer preferably to one side or both sides of the sheet which consists of form 
polystyrene, or a form polystyrene layer. It is 2.5 thru/or 7 times the expansion ratio of a form polystyrene sheet 
or a form polystyrene layer of this preferably in 2 thru/or 10 times. Form polystyrene is what foamed in general- 
purpose polystyrene with various foaming agents, the thing which foamed to what used as the principal 
component the copolymer which carried out copolymerization of a butadiene, acrylonitrile, a methacrylic acid, an 
acrylic acid, and the acrylic ester to polystyrene, and carried out content of the styrene component 50% of the 
weight or more (preferably 70 % of the weight or more) with various foaming agents. 

[0026] in addition, the thickness of a form polystyrene sheet or a form polystyrene layer — 0.1 — or they are 
0.2 thru/or 0.5mm preferably 1.0mm. 

[0027] Moreover, although styrene resin, such as polystyrene, a styrene butadiene copolymer, and a styrene 
acrylic-acid copolymer, or the styrene resin which mixed resin, such as polyethylene and an ethylene-vinyl 
acetate copolymer, to these mixture and these is desirable as a non-foaming resin layer, polyethylene, a 
polypropylene regin, etc. can be used. In addition, the thickness of a non-foaming resin layer is 3 thru/or about 
30 micrometers. 

[0028] In addition, although what consists of the above-mentioned polystyrene system resin excels in 
adiathermic and rigidity and is desirable as a foaming layer, the foaming layer of a polypropylene regin or a 
polyethylene system and non-foaming heat shrink nature polyester film can also be laminated and used. 
[0029] Moreover, although the outside covering 3 has the heat shrink nature of an one direction, the rate of a 
heat shrink is measured with contraction at the time of being immersed for 10 seconds into the oil of for 
example, predetermined temperature. And with the above-mentioned form polystyrene sheet, the rate of a heat 
shrink of the hoop direction of the outside covering 3 is 5% or less in 80 degrees C, are 30 thru/or 60% in 110 
degrees C, and is higher than the temperature in which heat shrink nature films, such as polyester, carry out a 
heat shrink. 

[0030] If it explains to a detail, taking drawing 2 and drawing 3 into consideration about the process of the heat 
insulation container constituted as mentioned above, first, like drawing 2 (b), base 20b will be turned up, 
abbreviation doubling ****** 20 will be laid in the appearance configuration of the body 1 of a container, and 
covering 3 will be put on the fixture 20 from the upper part the outside in cylinder-like the condition of not 
contracting. Peripheral face 20a of the shape of a taper of this fixture 20 is formed along with the drum section 
4 of the body 1 of a container, and the overall length carries out abbreviation agreement with it of a drum 
section 4, and the outside covering 3 has axis lay length longer than a fixture 20. 

[0031] And if the outside covering 3 is heated at radiant heat heaters, such as hot blast and infrared radiation, 
etc. in the condition, while carrying out the heat shrink of the outside covering 3 like drawing 2 (b) and sticking 
to peripheral face 20a of a fixture 20, it will bend inside, and will stick to the base 20b so that the periphery 
section of base 20b of a fixture 20 may be covered, and, thereby, the ring-like lower flange section 1 1 will be 
formed in the lower limit section. 

[0032] Thus, after carrying out preforming to the configuration which was made to carry out a heat shrink and 
was doubled with the body 1 of a container, covering 3 is removed from a fixture 20 outside after the 
contraction, and the outside covering 3 is set in curl formation equipment 30 like drawing 2 (Ha). This curl 
formation equipment 30 is equipped with the wrap ring-like stopper 33 for the periphery section predetermined 
field of the cylindrical section 31 on which the outside covering 3 is put, the concave 32 for curl formation of the 
shape of cross-sectional-view radii cut in the perimeter of this cylindrical section 31, and this concave 32 for 
curl formation from the top. When it is constituted so that it may rotate towards the upper part as the two-dot 
chain line shows the piece of each [ which two or more these stoppers 33 are comparatively divided for every 
predetermined central angle, and was divided ] stopper to drawing 2 (Ha), respectively, and the piece of a 
stopper rotates up, the concave 32 for curl formation covers all fields, and opening is carried out to the upper 
part. In addition, curl formation equipment 30 is heated with the heating means which is not illustrated by 90 
degrees C of predetermined temperature, for example, abbreviation. 

[0033] Thus, after turning covering 3 down and setting the upper limit section to the cylindrical section 31 of the 
constituted curl formation equipment 30 outside after contraction, as a continuous line shows the ring-like 
stopper 33 to drawing 2 (Ha), it considers as an abbreviation level condition. And rotating any of the outside 
covering 3 or curl formation equipment 30 they are to the circumference of the outside covering 3 or the axis of 
the cylindrical section 31, the outside covering 3 is relatively pressed to a lower part side to curl formation 
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equipment 30, and carries out a closet to the concave 32 for curl formation. While the upper limit section of the 
outside covering 3 curls towards the outside along with the wall surface of the shape of radii of the concave 32 
for curl formation gradually with heating, the migration to the upper part is prevented with a stopper 33 by this, 
and it is turned inside, consequently the curl section 9 of a predetermined number of turns is formed of it. The 
formation process of the outside covering 3 is ended above. 

[0034] After forming the body 1 of a container and putting in Contents W from the opening on the other hand by 
carrying out [ vacuum forming ] sheet forming of the predetermined sheet plastic, a lid 2 is pasted up on the top 
face of flat part 6a of a flange 6 with heat sealing like drawing 3 (b) by the seal member 41 of the shape of a 
cylinder arranged possible [ attachment and detachment ] to the upper part, supporting a flange 6 from a lower 
part by the cylinderHike seal cradle 40. 

[0035] And the body 1 of a container with lid 2 is made to insert like drawing 3 (b) from on the outside covering 
3 with which it was laid in it as the curl, section 9 turned up, the curl section 9 is made to insert in the fitting 
crevice 8, both are fixed, and a heat insulation container is completed by this. 

[0036] If it is in the heat insulation container formed as mentioned above, since the outside of the body 1 of a 
container is equipped with the outside covering 3 which has a foaming layer, even if the body 1 of a container is 
thin meat, it excels in adiabatic efficiency. Since the predetermined clearance G especially formed between the 
drum section 4 of the body 1 of a container and the outside covering 3 acts as a thermal break, as compared 
with the case where it has stuck, adiabatic efficiency can be raised further. 

[0037] And the body 1 of a container is effectively reinforced with the outside covering 3 which has a foaming 
layer, and since opening as which reinforcement is required especially is reinforced by the curl section 9 of the 
outside covering 3, sufficient reinforcement is easily securable. 

[0038] Furthermore, the shrinkage force of the configuration in which the body 1 of a container was equipped 
with the outside covering 3 which carried out preforming, therefore the outside covering 3 etc. becomes 
unnecessary [ also thickening thickness of the body 1 of a container so that it may not act on the body 1 of a 
container, therefore the shrinkage force etc. can be borne ]. Therefore, it becomes possible to make the body 1 
of a container thin, and lightweight-izing and low-costHzing of a container can be attained. 
[0039] Moreover, to because of the configuration which the fitting crevice 8 is made to carry out fitting of the 
curl section 9, and prevents the omission omission of the outside covering 3 from the body 1 of a container, 
adhesives become unnecessary fundamentally and low costHzation can be attained. And in order that the curl 
section 9 may hide inside a flange 6, good appearance appearance is acquired. 

[0040] On the other hand, since the approach to which put the outside covering 3 and the fitting crevice 8 is 
made to carry out fitting of the curl section 9 is adopted after heat sealing a lid 2 on the body 1 of a container, 
there are the following advantages. That is, when it is going to heat seal a lid 2 on the body 1 of a container after 
putting the outside covering 3 on the body 1 of a container and making the fitting crevice 8 carry out fitting of 
the curl section 9, even if it becomes difficult to arrange the seal cradle 40 on the inferior surface of tongue of a 
flange 6 and it arranges the seal cradle 40, the curl section 9 will be crushed up and down by the thrust at the 
time of heat sealing a lid 2 by the seal member 41. Therefore, as mentioned above, before putting the outside 
covering 3 on the body 1 of a container, it is desirable to heat seal a lid 2 on the body 1 of a container, the 
configuration of the curl section 9 is maintained by this and the reinforcement effectiveness of the container by 
the curl section 9 is fully secured. 

[0041] In addition, like drawing 4 , when the outside covering 3 is formed in the shape of a horizontal cross- 
sectional-view wave, since reinforcement can be raised using outside covering 3 as thin meat, and attaining 
lightweight-ization, it is desirable. Moreover, like drawing 5 , when the drum section 4 of the body 1 of a 
container is formed in the shape of a horizontal cross-sectionahview wave, since reinforcement can be raised 
using the body 1 of a container as thin meat, and attaining lightweightHzation, it is desirable. Moreover, if it 
carries out like drawing 4 or drawin g 5 , two or more formation of the clearance G which met in the lengthwise 
direction between the drum section 4 of the body 1 of a container and the outside covering 3 will be carried out 
at the shape of a radiation, and when the clearance G acts as a thermal break, there is also an advantage that 
adiabatic efficiency increases further. 

[0042] In addition, although the case where a seal lid was used as a lid 2 in the above-mentioned operation 
gestalt was explained, it is good also as a configuration which fits into the body 1 of a container the fitting lid 
formed of sheet forming from the sheet plastic, for example. 

[0043] Furthermore, it is also desirable to also omit, although the ring-like lower flange section 1 1 was formed in 
the lower limit section of the outside covering 3, and to form a bottom plate 15 in the inside or outside further 
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like drawing 6 in addition to the ring-like lower flange section 1 1, and to also form the outside covering 3 in the 
shape of a cup possible, and the rigidity of the direction of a path of a container is further raised by this. In 
addition, what consists of an adiatherrnic sheet which consists of form polystyrene etc. like the outside covering 
3 as a bottom plate 1 5 is desirable. 

[0044] Moreover, although the above-mentioned operation gestalt explained the configuration in which the 
outside covering 3 is fixed to the body 1 of a container by making the fitting crevice 8 carry out fitting of the 
curl section 9, of course, it is also possible to adopt other fitting structures. For example, the fitting crevice 8 as 
the fitting section may be formed in the drum section 4 of the body 1 of a container like drawing j , and the 
fitting projection 50 inserted in this fitting crevice 8 may be formed in the inner skin of the outside covering 3. In 
addition, in drawing 7 , the fitting crevice 8 covers the perimeter, and is formed in a hoop direction, and two 
vertical (two or more places) formation is carried out However, it is desirable to constitute so that it may fit in 
in the strong big curl section 9. Moreover, it may replace with such fitting structure, or the outside covering 3 
may be pasted up on the body 1 of a container with fitting structure using adhesives for the reinforcement. 
[0045] In addition, although mentioned above, the configuration of the curl section 9 may also be an abbreviation 
0.5 rotation volume like drawing 7 , and the reinforcement of the outside covering 3 can be raised by forming the 
curl section 9 in the upper limit section of the outside covering 3 at least, as a result the rigidity of a container 
can be raised. Moreover, even if it is the case where the outside covering 3 does not fit in with the body 1 of a 
container in the curl section 9, it is desirable to make it the curl section 9 hide inside the flange 6 (skirt-board 
section 6b) of the body 1 of a container, and good appearance appearance is acquired by this. 
[0046] Moreover, a design change is possible also for the configuration of the body 1 of a container suitably, and 
it is good also as the shape of an rectangular pipe, such as a square and a hexagon, in addition to cylindrical. In 
the case of the rectangular pipe-like body 1 of a container, of course according to the shape of an rectangular 
pipe, preforming also of the outside covering 3 is carried out to a rectangle. 
[0047] 

[Effect of the Invention] As mentioned above, the heat at the time of a heat shrink and the effect of the body of 
a container on a shrinkage force can be eliminated by equipping the body of a container with outside covering 
which was made to carry out a heat shrink before wearing on the body of a container, and was fabricated, 
moreover, since the curl section is formed in the upper limit section of outside covering, while the foaming layer 
of outside covering can raise adiatherrnic, the thinning of the body of a container can be carried out, and 
lightweight-izing and low cost-ization can be attained. 

[0048] Moreover, the reinforcement effectiveness is secured by the process which puts outside covering on the 
body of a container on which the lid was pasted up with heat sealing, without the configuration of the curl 
section collapsing. 
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DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] Drawing of longitudinal section showing the heat insulation container of 1 operation gestalt of this 
invention. 

[ Drawing 2] The procedure of the process of this container is shown, (**) shows the condition of having put 
outside covering on the fixture, (**) shows the condition of carrying out the heat shrink of the outside covering, 
and (Ha) shows the process which forms the curl section in outside covering with curl formation equipment. 
[Drawing 3] The process of this container is shown, (b) shows the condition of heat sealing a lid to the body of a 
container, and (b) shows the condition of putting outside covering on the body of a container with a lid. 
[Drawing 4] The partial cross-sectional view corresponding to the P-P line cross section of drawing 1 of the 
heat insulation container in other operation gestalten. 

[Drawing 5] The partial cross-sectional view corresponding to the P-P line cross section of drawing j, of the 
heat insulation container in other operation gestalten. 

[Drawing 6] Partial drawing of longitudinal section of outside covering used for the heat insulation container of 
other operation gestalten. 

[Drawing 7] Partial drawing of longitudinal section of the heat insulation container of other operation gestalten. 
[Description of Notations] 

1 [ — A drum section, 5 / — A pars basilaris ossis occipitalis, 6 / — Flange, ] — The body of a container, 2 — 
A lid, 3 — Outside covering, 4 7 [ — The projection for a stop, ] — A step, 8 — A fitting crevice (fitting 
section), 9 — The curl section, 10 11 [ — Curl formation equipment, 31 / — The cylindrical section, 32 / — The 
concave for curl formation, 33 / — - A stopper, 40 / — A seal cradle, 41 / — A seal member, 50 / — A fitting 
projection, G / — A clearance, W / — Contents ] — The lower flange section, 15 — A bottom plate, 20 — A 
fixture, 30 
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